zs Work Order ID 84261 
July-06-12 10:22:36 АМ 


Page 1 


*RA281*. 


D206-667-101 


Document Control 


Photocopy bluefile and create labels as per PPP D206-667-101 CHOKE UV 


Item ID: Accept *NOOO04A01 ПО“ Setup Start *N Q1 * 
Revision ID: r^ | š * 
Item Name: Crosstube Fwd Stop ж N с 2 ж 
Start Date: 5/08/12 Start Qty: 1.00 KAF Cust Item ID: ` P" 
Required Date: 5/28/12 Req'd Qty: 1.00 x *4 * Customer: " 
Reference: . Y р 
| E Run Start 4 * 
Approvals: Process Plan: Date: Tooling: EE DE Date: 4 д М R 1 
` . Stop . 
: : : ж * 
| QC | Date: __ ___ SPC (Y/N) Date N R 2 
Sequence ID/ Operation Set Up/ Tool ID _ Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours : Code Qty Qty ` Number Stamp 
| Draw Nbr Revision Nbr + 
| 206-667-141 Rev €' (DEO) | "S 
| DSI9565 A | SP 18 | um 
100 | 000 94287 | | ue FK 
* 4 nn* DOCUMENT CONTROL ALS y rs ) МГ /Б-/ ]- G 
DC | Memo 0.00 m % у И | : | 


ера sj 


110 


*110* 


Packaging 


Packaging 


Memo 
Packaging 


. 


е 


0.00: | /> Lo ale | 


Dart Aerospace Ltd 
Са WORK Пи CHANGES 


Approval 
Prod Mgr nspector 


Part No: PAR i: Fault Category: NCR: Yes No ООА: Date: 
Resolution: | Disposition: : - QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section 8 - Verification | Approval | Approval 
Sign & Section C Chief Eng QC inspector 
ate 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QANCRW O RevE 


* 


А 


Work Order ID 84261 — * FR 
` July-06-12 10:22:36 АМ 84264 


| š Item ID: D206-667-101 | Accept * N 00040 1 ПО“ Setup Start *N с 4 ж 


| Revision ID: 


Page 2 


Item Name: Crosstube Fwd Stop ж N Q 2 Ж 
Start Date: 5/08/12 Start Qty: 1.00 ЖДЖ Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4* Customer: | 
Reference: 
Run Start ж * 
К Approvals: Process Plan: Date: _ Tooling: Date: N R 1 
ul Sto 
| QC: Date: __ SPC (Y/N): Date: P x N R 2 ж 
Sequence ID/ Operation : ` Set р/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours — Code Qty Qty Number Stamp 
120 0.00 | 
* 4 2 n * BENDING MACHINE - CROSSTUBES 
CNC Bend 1 Seno 0.00 | / 2-42 5 
CNC Delta 100 Bender Bend tube as per Dwg 0206-667-141 using СМС bender program 206B-fw and с 
Folio FT 
| 130 QC15- Crosstube Dimensional Check 0.00 4 ; с 
*420* ARE 
ос ` Misi 000 8 КОА ele på 


Quality Control 


WORK ORDER CHANGES 
. PROCEDURE CHANGE ` 


] Approval : 
y| ome |a| oreo Appa 


| NCR: Yes No DQA: 
Resolution: - Disposition: : : - QA: М/С Closed: Date: 


Fault Category: 


SEN 
Description of NC | Corrective Action Ышш - Verification | Approval | Approval 
Section A | Initial Action Description . Sign & Section C Chief Eng QC Inspector 
" Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancelapproved QA\NCRWO RevE 


. "Work Order ID 84261 
July-06-12 10:22:36 AM 


*BAORAT* 


Page 3 


Í, Item ID: | D206-667-101 Accept *N OonnnAo 4 ай” Setup Start * N с 4 ж 
Revision ID: E ч А А 
Item Name: Crosstube Fwd Stop ж NQI* 
Start Date: 5/08/12 Start Qty: 1.00 $4 * Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: 2 Tooling: Date: N R 1 
Sto 
QC: = Date SPC (Y/N): Date: Pox Ni R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 р 
х 4 A n* Crosstubes 1 
Crosstubes Memo 0.00 mus 
Crosstubes I-Drill holes & ream using drill Jig DT854] & DT8542 as per Dwg D206-667- i 


141. Drill all (3) top holes. ! 


3-Flip tube and switch drilling Jigs from right to left, left to right. Locate Jigs 
off existing holes using "T" pins. 


4-Drill pilot holes using drill Jig DT854] & DT8542 as per Dwg D206-667- 
141. Drill only the top (2) holes. 


5-Drill pilot holes as per Dwg D206-667-141.Drill only the top (2) holes. 


6-Drill Fwd rivet holes using drill Jig DT8787FWD as per Dwg D206-667-141. 
Note: Fwd side has 3x top holes. 


7-Drill Aft rivet holes using drill Jig DT8787AFT as per Dwg D206-667-141. 


8-C'sink holes as per Dwg D206-667-141. Allow rivet to sit below surface to 
compensate for paint. | 


9-Scribe рап # and batch 4 using vibrating stylus as per Dwg D206-667-141 
Inside of Cuff(Do not engrave on outside of tube) ` 


> AA © 
10-*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Deburr & Inspect for surface damage. Repair damage within limits as per Dwg! 
D206-667-141 


, 


“ап Aerospace Ltd | 
WORK ORDER CHANGES 


ро Approval 
QC Inspector 


Part No: PAR tt: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


"mn Corrective Action Section B POMPE 
Description of NC - 4 — | Verification | Approval | Approval 
| Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancelapproved QANCRWO RevE 


"Work Order ID 84261 
July-06-12 10:22:36 АМ 


*BA2B1* I 


Item ID: D206-667-101 


Revision ID: 


Нет Name: Crosstube Fwd 


d *NONNNAN1NN* ss 164% 


S? *NIQ2* 


Start Date: 5/08/12 Start Qty: 1.00 KAK Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: Tooling: : Date: N R 1 
Stop 

QC: Date: SPC (Y/N): Date: * N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan | Accept Reject Reject Insp. 
Work Center ID Description Run Hours Qty Qty Number Stamp 
150 QC5- Inspect part completeness to step on W/O 0.00 
ХДАПХ l 2 о 44 
QC Memo 0.00 


Quality Control 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


160 0.00 
*1AN* 
HandFXtube Memo 0.00 


Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- CLEAN CROSSTUBE WITH WASH'N WIPE 


180 Outsource process - NDT per 081038 4.1 0.00 
*180* | 
Outsource2 Memo 0.00 


Outsource process - NDT 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Liquid Penetrant Inspection as per QSI 038Ог 
Issue ДА LPI as per АТМ 1417 
Level 2 Attach copy of NDT results to work order 


13-12-32 


МОВ 


Dart P Ltd 


WORK ORDER CHANGES 


Approval T approval 
9 QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


"Work Order ID 84261 


July-06-12 10:22:36 AM 


«264% 


Page 5 


D206-667-101 


Item ID: Accept *NO000401 ПО“ Setup Start FAIS 1 * 
Revision ID: ` ` 
Item Name: Crosstube Fwd Stop ж N с 2 * 
Start Date: 5/08/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

7 Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 

Sto 
QC: Date: SPC (Y/N): Date: P ж N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
190 0.00 
* 4 Q n* Packaging y 
Packaging Мето 0.00 (4 us 2 
Packaging *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Ensure copy of NDT results attached to work order. 

200 QC5- Inspect part completeness to step on W/O 0.00 
* 2 а а * OAS Е 
QC Memo 0.00 B ' ме > 


Quality Control 


202 

Х202% 
HandFXtube 

Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*% 9. c J å 


inspect for damage & ensure results are as per Dwg D206-667-103 


0.00 


Memo 0.00 
*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- PRESSURE WASH AND THEN USE WASH'N WIPE TO CLEAN 
CROSSTUBE BEFORE CHEMICAL CONVERSION 


Dart от Ltd 
WORK ORDER CHANGES 


Approval | approval 
Chief Eng / СІ 
Prod Mgr QC Inspector 


Part No: PAR 4: Fault Category: NCR: Yes No DQA: Date: 
me Disposition: : QA: N/C Closed: Date: 


$c: Corrective Action Section B 
Description of NC — - —— Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QANCRWO RevE 
| 


" 
P кү. == ------------------------....-. осет оно. === - 
- "Work Order ID 84261 «91264 * Paseo 
July-06-12 10:22:36 AM 
Item ID: D206-667-101 Accept * N 000040 4 Па“ Setup Start * N с 1 ж 
Revision ID: 2 ` 
Item Name: Crosstube Fwd Зора Ж М с 2 ы 
Start Date: 5/08/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Б i Run Start ж * 
Approvals: Process Plan: Date: 22 Tooling: Date: N R 1 
Sto 

QC: Date: SPC (Y/N): Date: P ж N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
205 QC7-Inspect Chemical Conversion Coat 0.00 
*0N5* 
QC Memo 0.00 46 | | Ade 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** ` Gå 
210 prs Uu £ 000 ЈА. 
хок SprayPaint whos |, "d Ure | 4 
SprayPaint Memo 0.00 19-10-30 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1-Prime inside and outside crosstube as per QSI 005 4.2.1 
ec et tube sit up right for 30mins before hanging********** 


P4500-P-23 Base Batch: 120 888 


P4500-C-23  Catalist Batch: 


Start time: 1934 Finish: ag 


Dart пио па 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Approval A RS 
| pproval 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


Initial 
Chief Eng 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QANCRWO RevE 


"Work Order ID 84261 | 


July-06-12 10:22:36 AM 
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Item ID: 


D206-667-101 


Accept * N а 0 а 04A * Setup Start Ж * 
Revision ID: i n 1 00 N S 1 
Item Name: Crosstube Fwd ЭШЕ» 5% М с 2 * 
Start Date: 5/08/12 Start Qty: 1.00 KAE Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
MOM: Run Start Ж ж 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: Pox N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Werk Center ID Description Run Hours Code Cty Qty Number Stamp 
230 0.00 
же 2 n* SprayPaint ) d é 
SprayPaint Memo 0.00 19-12-39 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
1 -Paint outside crosstube with White Imron as per QSI 005 
42 
Imron 55U white paint Batch: V9 3307. 
Imron 1255 activator Bath; (23307 
Start: &1 os 
240 QC14- Inspect Spray Paint 0.00 . 
*24N* Ie. 
QC Memo 0.00 B veli 
Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE ву | ове | Chief Eng / 
Prod Mar 


Part No: PAR й: Fault Category: МСН: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B rra Е 


. of NC Eel 
БА өтер | A A Initial Action Description Sign n& rra С Chief Е ас Eel 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


: "Work Order ID 84261 
July-06-12 10:22:36 АМ 


Page 8 


Item ID: D206-667-101 *NONNNAN 1 ПО“ Setup Start *N Q 4 * 
Revision ID: x ` 
Item Name: Crosstube Fwd ӘМІР, 2% М S 2 Бы 
Start Date: 5/08/12 Start Qty: 1.00 *4 НЕ Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: Pox М R 2* 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code  Oty Qty Number Stamp 
250 0.00 
* 2 қ n * Crosstubes | Ø g А 
Crosstubes Memo 0.00 I3-/0- 3) 
Crosstubes 1-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 рег 0519565 and QSI 015 
A/R Ртоѕеа! 890 Bath: 429105 
3- Torque bolts as per dwg 
3-Install nut plates as per Dwg D206-667-141. Touch-up rivet heads with Imron 
paint. 
260 ОС5- Inspect part completeness to step on W/O 0.00 DAS 
oe Å ruter 
QC Memo 0.00 


Quality Control 


Dart Aerospace Ltd 


Approval 
Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: ` QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


* "Work Order ID 8426 
July-06-12 10:22:36 AM 


«24261% | 


Раге 9 


Accept 


Location: 
PPP Rev: 


Item ID: D206-667-101 * N on 004 n 1 По“ Setup Start Ж N с 4 ж 
| Revision ID: I ` 
| Item Name: Crosstube Fwd мыр Un N S 2 * 
Start Date: 5/08/12 Start Qty: 1.00 * 1 * Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start x* * 
Approvals: Process Plan: Date: . Tooling: Date: N R 4 
Sto 
QC: Date: SPC (Y/N): Date: Р *NR2* 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
` Work Center ID Description Run Hours Code Qty Qty Number Stamp 
270 Pick Kit 0.00 ies 3 
*270* LX SE 
Packaging Memo 0.00 ј 
Packaging | ) m | la 
А -7 
280 QC4- 100% Inspect kits for completeness 0.00 2 AS) 
* * 9-65. ) 
en 123-07 
QC Memo 0.00 d ү): | 
Quality Control | 
290 0.00 e 
* * Packaging < a 
200 | 0.00 [>] u 27 
Memo р 
Packaging Identify and pack for shipping as per PPP D206-667-101 


Dart — Ltd 


Approval 
Chief Eng / Approval | 


| Prod Маг QC Inspector 


Part No: PAR 4: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B P 
Description of NC - сер е Verification | Approval | Approval 
Еа өтер Section А Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


"Work Order ID 84261 
July-06-12 10:22:36 AM 


*RA2R1* 


Page 10 


Accept 


Item ID: D206-667-101 *NONNNAN 1 па“ Setup Start *N Q1 * 
Revision ID: | ` 
Item Name: Crosstube Fwd Stop ж N с 2 х 
Start Date: 5/08/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
| Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Stop 

QC: Date: SPC (Y/N): Date: * N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
300 QC21- Final Inspection - Work Order Release 0.00 
*ann* [Bf tt [8 
QC Memo 0.00 


Quality Control 


WORK ORDER CHANGES | 


/О: ` 
Approval 
DATE | STEP Chief Eng / 
Prod Mgr 


Part No: PAR ќ: Fault Category: МСН: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancelapproved QANCRWO RevE 


e Fidi 


` May-08-12 2:41:50 PM 


Picklist Print 


Work Order ID: 84261 


D206-667-101 
Crosstube Fwd 


Parent Item: 


Parent Item Name: 


Comments: 


IPP Rev:G 08-06-03 
ІРР Rev:H 08-07-28 


IPP Rev J 


*84261* 


*7206-667-101* 


ІРР Rev:F05.09.01Add holes for compatibility with Bell SkidtubesKJ/JLM 
update as per DSI9415 (ECN1198) DD verified by:ec 
update as per (par 08-013) DD verified by:EC 
09.01.06 Per ECN 08-562 EC 
11.08.05 PER ECN 11-615 DD VERF:EC 


Component Item ID/ 


verified by:DD IPP REV:K 


Start Date: 08/05/2012 
Start Qty: 1.00 


Required Date: 28/05/2012 


= 


Required Qty: 1.00 


Bin Primary Last 


Route 


Unit of Otyon Qty per Kit Total 


Replacement Mfg/ Qty Date — Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued ` 
D2873-043 Manufactured No 250 Each 52.0000 2 2 Е 
х * kk 
D2873-043 M |ә-10-31 
Nut Plate Assembly 
Location Loc Oty Loc Code (2) 
10052 52 
% 4 q 72644 2 
81502 10 
82949 40 
D2873-045 Manufactured No 250 Each 45.0000 2 2 
* * жж Ag 
D2873-045 | 19-10-3] 
Nut Plate Assembly “4953 ЄЎ) 
Госабоп Loc Qt Loc Code 
LG052 45 
81425 5 
82947 40 ж 
D2891-1 Manufactured Мо 250 Each 22.0000 2 2 f 
*D2891-1* ** Å ta-to-sr_ 
2.25 Support 58892 
Location Loc Qt Loc Code 
5 10052 22 
72822 1 
75176 1 = 
80160 1 
2 82277 19 
Š 4 \ Å 
D20b. bb 0] 4 42443 уа 6) № ла- ues 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval : 
Prod Mar QC Inspector 


Part No: PAR i: Fault Category: МСН: Yes Мо РОА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


БА өтер EL | of NC Corrective Action Section B 


E LE E 
EL | A Initial Action Description Sign & E c Chief LE ас E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancevapproved QANCRWO RevE 


a * | 


Picklist Print | 


Page 2 
May-08-12 2:41:50 PM E 
Work Order ID: 84261 *Q049 A 1 * 
Parent Item: D206-667-101 *lD206-667-1 01 * 
Parent Item Name: Сгоѕѕіџбе Fwd | Start Date: 08/05/2012 Required Date: 28/05/2012 
Start Qty: 1.00 Required Qty: 1.00 
D3595-063-395 Manufactured No : 250 Each 58.0000 4 4 
хх 
| *N2595-083-395* DENM 12-10-3 
| RUBBER CUSHION 27479 (€) 
| Location Loc Oty Loc Code 
| 16051 58 
| 82223 58 
MS20601-AD4W8 Purchased No 250 Each 86.0000 14 14 
жж 
*MS20601-ADAWR* Å -øsi 
RIVET 1221Ч/ 197 
| Location Loc Oty Loc Code 
10051 47 
121017 47 
57322 39 
121255 39 Б ° ‘ 
ANS-30A Purchased No 270 Each 77.0000 i 


ANA ng JD) 


BOLT : 
Location Loc Qty Loc Code SP | > ~) ~ (о N 
IS ST339 77 - 
117514 7 
120423 15 NE 
^ 120910 25 о 
121259 30 


Мау-08-12 2:41:50 РМ "Shop Packet Print 000 | | | Page 2 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval | 
ЕЗ те PROCEDURECHANGE = PROCEDURE | PROGEDUREGHANGE =| Cey | ome [ay] Chief Eng / Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо РОА: Date: 


Resolution: Disposition: : . QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Cor ecHVe action Seg Verification | Approval | Approval 
БИ өтер Section А Action Description Eg па Зесћоп С Chief Eng QC Inspector 
Chief Eng Chief Eng Eg 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QANCRWO RevE 


* 


- Picklist Print 
` May-08-12 2:41:50 PM 


Work Order ID: 84261 


D206-667-101 
Crosstube Fwd 


Parent Item: 


Parent Item Name: 


ENNEA; 


Bolt 
c 
> 


AN960JD516 


EANGE ТРЕ 
M DUIS У 


«Мааа 


ЕК 


Purchased 


Purchased 


NASI149D0563J Purchased 


Purchased 


*RA2R1* 
*D208-667-101* 


No 
Location 
ST339 
119328 
119862 
120423 
120910 
121415 
ST340 
121541 
No 
Location 
ST337 
119017 
No 
No 
Location 
300 
121632 
: 51300 
116105 
116548 
117611 
119109 


270 


270 


270 


270 


Each 


Loc Qty 
188 
23 
50 
75 
30 
10 
100 
100 
Each 


Loc Qt 


2599 
2599 
Each 


Each 


Loc Code 


Start Date: 08/05/2012 
Start Qty: 1.00 


Required Date: 28/05/2012 
Required Qty: 1.00 


"^ WDR бр x 


Loc Code 


~ 


х. У] 
dB 


0.0000 


1,655.000 


" ^ mos på 
la—ll- Ce. 


Б ` a 
P. * 


May-08-12 2:41:50 PM 


Shop Packet Print 


Page 3 


Ur ағара e RM споени ана DUC ENER зина лана қанар ағас ME AER CC тасады лты тоу гы AU K aD амен салық NUR DATUM AM ыз а dO DNO" CORE кор Wedge ho "arredo t.a 2а $ Ta STRAE NE rel LER 


Dart Aerospace Ltd 
WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Qty | chietengs | Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: МСН: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


> Corrective Action Section B 


Description of NC - ( - ——— - Verification | Approval | Approval 
SectionA ` Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


B— | Picklist Print 
t ° Мау-08-12 2:41:50 PM 


Work Order ID: 84261 


*а4261* —— 


Parent Item: D206-667-101 *7)206-667-1 01 * 
Parent Item Name: — Crosstube Fwd Start Date: 08/05/2012 Required Date: 28/05/2012 
| Start Qty: 1.00 : Required Qty: 1.00 
MS21920-20 Purchased No 270 Each 116.0000 4 4 
* гүж ЖЕ; 4) 
MS21920-20 29254 а 12-10-3|. 
Clamp (per MIL-DTL-8783C) 123346 
Location Loc Qty Loc Code | 
10050 116 
116799 | 8 
120676 12 
121067 46 
121274 50 
D206-667-101TRN Manufactured No 110 Each 0.0000 I 1 


*D2068-867-101 TRN* | кж SID: 22:20 де 


Crosstube Turning Detail 


May-08-12 2:41:50 PM Shop Packet Print | ` à Page 4 


Dart Aerospace Ltd 


Part No: PAR 4: 


Resolution: 


DATE STEP Description of NC 


Section A у 


NOTE: Date 5 initial all entries 


HMFORMS Quality Assurancelapproved QANCRWO RevE 


Approval 
Chief Eng / 
Prod Mgr 


Fault Category: МСН: Yes Мо DQA: Date: 
Disposition: : QA: N/C Closed: Date: 
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DART SERVICE INSTRUCTION 


TO AMEND LLATION INSTRUCTIONS IIN-D206-667 . C AND EARLIER AND 
INSTRUCTIONS FOR CONTINUED AIRWORTHINESS ICA-D206-667 REV. 2 AND EARLIER 
REF: CANADIAN STC: 5Н01-5 
REF: FAA STC: SRO1304NY 
REF: EASA STC: EASA.IM.R.S.01179 


PURPOSE 


The purpose of this service instruction is to add the optional D206-667-017 Kit and provide guidelines to install 
extra clamps on D206-667-101/-103 or D407-667-105 forward crosstubes to allow fastening of OEM grounding 


straps. I 


INSTRUCTIONS: 


3 if installed, follow Section 32.1 of ICA-D206-667 for removal of the forward crosstube from the helicopter. 
2 сан ое Clamp as shown in Figure 1 of this service Instruction and mark location of clamp on the 
crosstube. 


3) Remove crosstube finish (paint and primer) in area where AN742D36 Clamp will be installed and touch up 
affected area with chemical film material eee 1200 or 1201) per MIL-C-5541. | 

4) Install AN742D36 Clamp complete with М59165-05 per Section A-A of Figure 1 of this service instruction. 

5) Touch up paint as required per Item 5.3.3 of ICA-D206-667. 

6) Seal edges where AN742D36 Clamp meets with crosstube using Sikaflex-241/291 ог MIL-S-8802 Class B2 or 
Proseal 890 sealant. T | 


7) Install/re-instail forward crosstube in accordance with Section 32.2 of ICA-D206-667. 
8) Fasten OEM grounding strap to MS9165-05 Angle Bracket on forward crosstube per Bell instructions. 
9) Undertake a resistance check between a ground point on the skidtube and aircraft ground in accordance with 


Class R-II requirement per BHT-ELEC-SPM. Maximum resistance is 10 milliohms (то). 


PARTS LIST: 


PART NUMBER DESCRIPTION | 


D206-667-017 GROUNDING STRAP INSTALLATION 
Кесу EP ЕР ВАРИ ЕВИ REED ы Зу 


AN742D36 CLAMP 
MS9165-05 ANGLE BRACKET 
MS21042-3 NUT 


NC 
| 2 | M527039-108 |SCREW 


WASHER 


WEIGHT AND BALANCE à , 


There is a negligible weight change associated with the installation of this kit. 
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FIGURE 1 - GROUNDING STRAP INSTALLATION 
(VIEW LOOKING FWD) 


AN742D36 MS27039-1-08 
CLAMP a SCREW 


NAS1149C0332R 
WASHER 


М59165-05 


CROSSTUBE ANGLE BRACKET 


Iri 
Baar sors қаттар MAHER 
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TYP, 2 PL PER CROSSTUBE 
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ACUREN 


PAGE 
CLIENT ) ; DATE 
ATTENTION ; » Y ^ ид ACUREN Јов NO. 
ADDRESS 
PROJECT 


ITEM(S) EXAMINED 


TECHNIQUE NO. 


ОТА pl REVJDATE — vB 


tå 
Vælev 5 


“ уже 


PART NO. THICKNESS 


SCOPE 
гоо £. 
TEST DETAILS 


Етно. O/FLUORESCENT _ ____О мане — — [ef WATER WASH Q SOLVENT REMOVABLE C) POST EMULSIFIED 
perma — A Ate. o a BLACK LIGHT SIN Å 9.5 7 O OUTPUT > 1000 џи W/cM^ O AMBIENT < 2 fc 


PENETRANT MINIMUM DWELL TIME 44a Min. |LIGHTING Equip. О FLASHLIGHT О TRoUBLELIGHT О OUTPUT>100 fc @ SURFACE 
PENETRANT REMOVER er MINIMUM DRY TIME >10 Мм. [OTHER LAS ОФ 


MINIMUM DWELL TIME 10 Мм. [LIGHT METER S/N 1 OG С С 
| ОЕМЕКОРЕВ ТУРЕ [4/NoNAQUEOUS Ü AQUEOUS О DRY 


TEST SURFACE 


SURFACE CONDITION Q As GROUND П As WELDED И MACHINED 
SURFACE TEMPERATURE О < - 4°C/ 20°F О - 4°C/ 20°F TO 10°C/50°F 


RESULTS- О METRIC © IMPERIAL) 


CHISTES = 


са. DUE DATE [(- OMA- 


Q SHOT BLASTED A CLEAN BARE METAL 
(d 10*C/509F TO 52°C/125°F О > 52?C/125?F 


Scope of Services 
The agreement of Acuren Group Inc. to perform services extends only to those services provided for in writing. Under no circumstances shall such services extend beyond the performance of the requested services. lt is expressly understood 
that all descriptions, comments and expressions of opinion reflect the opinions or observations of Acuren Group Inc. based on information and assumptions supplied by the owner/operator and are not intended nor can they be construed ах 
representations or warranties. Acuren Group Inc. is not assuming any responsibilities of the owner/operator and the ownerfoperator retains complete responsibility for the engineering, manufacture, repair und use decisions as a result of the 
аша or other information provided by Acuren Group Inc. In no event shall Acuren Group Inc.'s liability in respect of the services referred to herein exceed the amount paid for such services. 

Standard of Carc 

In performing the services provided. Acuren Group Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in the same or similar locality, No other warranty, expressed or 
implied, is made or intended by Acuren Group Inc. 
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5.0 PARTS LIST 
51 HIGH GEAR CROSSTUBES 


БИЕЗЕЛЕЛЕЛЕЛЕЛ ШЫН u SR 

| -101]| -201 | -103 | -203 -205 

ERG Eea 
206A/B HIGH FWD 

Lis ЕЕ Sa a 
206A/B HIGH AFT 

ЖИ D206-667-103 CROSSTUBE INSTALLATION, 


m 206L/L-1/L-3/L-4 HIGH FWD 

X Не D206-667-203 CROSSTUBE INSTALLATION, 
206L/L-1/L-3/L-4 HIGH AFT 

| | |D407-667-105 _ | CROSSTUBE INSTALLATION, 407 HIGH FWD 
| x |D407-667-205 | CROSSTUBE INSTALLATION, 407 HIGH AFT 
ENS 
[s] - 
БЕ - 


[ыс чс 
0206-667-141 CROSSTUBE ASSEMBLY, 206A/B HIGH ЕМО 


D206-667-241 CROSSTUBE ASSEMBLY, 206A/B HIGH AFT 


D206-667-143 CROSSTUBE ASSEMBLY, 
206L/L-1/L-3/L-4 HIGH FWD 


CROSSTUBE ASSEMBLY, 
206L/L-1/L-3/L-4 HIGH AFT 
CROSSTUBE ASSEMBLY, 407 HIGH FWD 
0407-667-245 CROSSTUBE ASSEMBLY, 407 HIGH AFT 


D2891-1 SUPPORT 
D2892-1 SUPPORT 


ШЕ 
E 

en [ | 

NEN =< 

L | 

L | ЕН 

ИШ 

D2894-1 SUPPORT 
ШШ 

aa 

ea 

[— 2 

| "4 | 


E eil 


D3595-063-395 RUBBER CUSHION 


D3595-063-450 RUBBER CUSHION 
*2 | D3595-075-430 RUBBER CUSHION 


БЫН ЫСЫ 
| 4 || 
| = | 
[ | CLAMP 
| 4 | | CLAMP 

| | “2 |MS2192025 | CLAMP (OR MS21920-24 

=a | l'ANS32A.— [BOLT 

| | 4 |АМ5-МА | BOLT 
led | ALL 4141 4-1 42x EMS21042E5—— NUT: (OR-MS21042-5).. 

7—87 NAS1149C0563J | WASHER (OR AN960JD516) 

CHAFING SHIELD 


| 


1 
i 


з 0 МА5114900563) | WASHER (OR ANS60JD5 16) ———— 
sen пе ен | 
[ [03039-3 CENTER DRILL (TOOLING, NOT INSTALLED) 
*REFERENCE ONLY. PARTS ARE INCLUDED IN D206-667-141/-143/-241/-243 & D407-667-145/-245 
ASSEMBLIES ABOVE 


[WASHER (OR ANSEOJDSTS] | 
EP U раа 
en EE  — == 
alam ESE 
a NVE 
Гер [2 ] I I [D28203 — | NUT PUATE — — — — — — ———] 
гер [2 | | 1 2197249 | NUTPUATE — — J] 
[44 |Qto=|= 10 есесі тесе тесе FANSTA 
[45 | Гер | 70 | 10 | 19 [asia — — | BOLT | 
Ге | mi ANS SOAP BOLT 
э | I геј [а Гамза Geor — — — ——— | 
Геј | fi T L ANS704 — — | WASHER (OPTIONAL 
[49 | Гер L — [maas — |NUT(ORMSZI025) — — — — — —] 
=т= Nse, 

Е јет КЕШ 
o је] 
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